Aircraft OEM: 
Bell 


Aero Design Ltd. 


Work Order Control Sheet 


Work Order#: 2014-66 Date Ooened: 8 
Sep 2014 


Aircraft Model: 2061/407 
Product Type: Cargo Basket Mount Hoops 


TItle: 
Fabrication 


Product Model: Wide 
Qua ntitv: 10 Each 


Traveller 
Initial or N/A 


Fabrlcate Body and Lid Rims 
Weld Body and Lid Rims 


Fabricate Mount Hoops 
Weld Mount Hoops 


Fabricate Regular Hoops 


Jig Body Assembly 


v. v-'d Body Assembly 


Jig Lid as Required 


Weld Lid 


N/A 
N/A 
MR 
DM 
N/A 
N/A 
N/A 
N/A 
N/A 


Research and Development 


Third Party 


Install Mesh In Body 
Weld Mesh In Body 


Install Mesh On Lid 


Weld Mesh On Lid 


Install and Weld Remaining Lugs and Brackets 


Tighten and Starighten Body and Lid As Required 
Powder Coat Body and Lid 
Assemble Completed Basket 
ICC/ Dual Inspection 


N/A 
N/A 
N/A 
N/A 
N/A 
N/A 
N/A 
N/A 


JR 


Print: Matthew /Dave 


Print: Matthew 
Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: Jason Rekve 
Approved Manufacturing Facility 73-04 


Sign: 


Sign 


Signi 
Form 2"2raÔ 


Work Order Contents 
* 
Initial or N/A 
Component Compietion 
As Instructed 
Work Order/Build Sheets (Procédures Provided) 
JR 
Quantity Complété on This Work Order 
21 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 


Drawings (See List Below) 
*jR 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
JR 
Release to Stock as Components 
JR 
Sub Component Tags 
N/A 
Outside Processing 
N/A 
Completed Certification (Original) 
N/A 


Time Sheet (R&D) 
• 
N/A 
Certification 
Initial or N/A 


Notes 
N/A 
Form One Completed 
N/A 


Serviceable (Green) Tag Completed 
N/A 


Build Sheet Contents 
Initial or N/A 
In Process (Yellow) Tag Completed 
N/A 


Tasks Initialled 
JR 
Unserviceable (Red) Tag Completed 
N/A 
Dual Inspections Initialled 
JR 
White Tracking Tag Completed 
JR 


Parts Placed in Stores for Distribution 
JR 
Drawing List 
Drawing # 
Rev # 
Description 
Initial or N/A 
Additional Documentation 
Initial or N/A 


• 
94521 
0 
Forward Mount Hoop 
JR 
Documentation of a minor change 
N/A 


« 
94522 
0 
Aft Mount Hoop 
JR 
Non-Conformance Report Required 
N/A 


• 
Service Difficulty Report Required 
N/A 


Billing 
Initial or N/A 


Local (Aero Design) 
JR 
N/A 
N/A 


SCA: AD-06 


3 


SCA: AD-05 


SCA: AD-01 


Date: 
25-Jul-14 


Date: 
25-Jul-14 


Date: 30-Sep-14 
Rev. Original 23 Sep 2014 


ryr- 


4^ 


Aero Design Ltd. 


AMF 73-04 


9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Compléta Fabrication Instructions 


Thls sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadian Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 


The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: 
Bell 407 Low Mounted Wide Aft Hoop Work Order #: 
'(c> (a 


Number of Units: 


Bending Instructions 


Model 
Requirement 
Reference 
Initial 


Wide/Ski Review LOEP to ensure most current technical spécifications 
DPM 


Wide/Ski Cut /4" X 0.035 matériel to 54^-1/16", square ends. 
Drawing 94522 
m 
ML m- 


Wide/Ski De-burr end cuts using appropriate methods 
N/A 
/»! 
/»k A 


Wide/Ski Remove writing on tubes using médium scotch bright and a 


light solvent. 
N/A 
^(1 
0{JL 


Wide/Ski On the manual tubing bender ADT-501, set the 
toASr7/3r.-^^^ 
/7 ViAC* 1Z> 
■ /<; 
^ Fig.l 
fXL Vit 
|i« 
ML 


Wide/Ski On the manual tubing bender ADT-501, set the lower stop 
16.^^ CA 
l/ 
Fig. 2 
i/hL 
ML 
A 
A- 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 
upperstop. 
Fig.3 
J€- al' 'a- 


Figure 1 
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Figure 2 
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. 
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, 


"m!' 


Figure 3 


Caution: 


Ensure the 1/2" tubing adapter remains tight agaînst the tool rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 


Be sure to pull draw bar in a médium speed consistant pressure to ensure smooth radius 


Note: 


Complété each step on the first part and inspect for conformance to the applicable design data before continuing on to 
subséquent parts in the same batch 


Wide/Ski 
Pull draw bar ADT-501-002 until contact is made with the lower 


stop 
Fig. 4/5 
fvwt HL 
/•c 
MU 


Wide/Ski Remove material from the bending fixure. 
N/A 
A. 
vL 


Wide/Ski 


With short end of tube pointing down, slide thë long end of the 


tube into the 1" radius bender ADr-502 until the 4.5".UdlUS' . 
> L. 
ITL 
Av 
Av. 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 
#*_ 
A. 


Wide/Ski Remove material from the bending fixure.> 
^ 
N/A 
A- 
A 


Wide/Ski Measure and mark'^S^'^rom the^nfér'3'îîftie 1" radius down the 
< 
long end of the tube. 
i 


» / 
' 
Fig. 8 
/U. M. HL /tL 


Wide/Ski 


With short end of tube pointing up, slide the long end of the tube 


into the 1" radius bender ADr-502 until the mark on the tube is 
centered between the bolts on the fixture and the support block 
Fig. 9 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 
M. 
Al ul 
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Figure 7 


Figure 6 


Figure 8 


# 


Figure 9 
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Wide/Ski On the manual tubing bender ADT-501, set the 
to 19.15/ay. A 
Fig. 1 
M. J/^ 
à- 


Wide/Ski On the manual tubing bender ADT-501, set the lower stop 
to 12mm • lo5^ 
Fig. 2 
Mi- 
ML 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 


upper stop. 
Fig. 3 
A /hL 


Caution: 
Ensure the 1/2" tubing adapter remains tight against the toc! rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 
Be sure to pull draw bar in a médium speed consistant pressure to ensure smooth radius 


Wide/Ski 
Pull draw bar until contact is made with the lower stop 
Fig. 4/5 
l/hL- M- M 
ML 
Wide/Ski Remove material from the bending fixure. 
N/A 
Ml jkl 
M 
ML 


Wide/Ski On the leg opposite the 30 degree joggle, place marks atZ,25*'*{ " 
and>6" 
//.Ç" 
Fig. 10 
M. 
M 


Wide/Ski 


With hoop pointing up, slide the end of the tube into the 1" radius 
bender ADr-502 until the;&:5^mark is in line with the pixol point 
of the bender. 
C 
^ 


Fig. 11 


■ . 
1 
. 


/ik 
M ylt 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 15 degree 


mark on the table. 
Fig. 12 
M- IKL 
ML 
M. 


Wide/Ski 
Remove material from the bending fixure. 
N/A 
H. 
ML 
M. 


Wide/Ski 
With the hoop pointing down, slide the end of the tube into the 1" 


radius bender AD7-502 until the-ir25*^mark is in line with the 
pivot boit on the bender. 
^ ' 
Fig. 13 
A 
M 
M 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 15 degree 


mark on the table. 
Fig. 12 
M 
H 


Figure 10 
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JL 


-Ê' 


Figure 12 
Figure 13 


Miiling Instructions 


Wide/Ski Install Steel jaws in the manual miiling machine vise. 
Fig. 14 


Wide/Ski Insert mounting leg of hoop in miiling machine vice with the 
end of leg pointing to the right. 
Fig. 15 
(jknOftt 
DRM 


Figure 14 
Figure 15 


Caution: 
Support the hoop using a backup bar in order to minimize defiection whiie miliing. Fig. 15 


Wide/Ski 
Using 1/2" round bar, zéro in X plane by touching off on the 
end of the tube by pinching feeler guage or paper to 


indictate contact. 


Fig. 16 
0^ 
ûah DAM DAM 


Wide/Ski Push ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski 
Raise tool above the level of the material and shift left in X 


plane to -0.250 
N/A 
1«H 
ûKrm 
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Wide/Ski Push ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski Shift left to -2" on X plane and push ZERO button for X on 


digital readout 
N/A 
|û^Al CRhOffi(m m 


Wide/Ski Push ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski 
Using 1/2" round bar, zéro in Y plane by touching off on the 


backside of the tube by pinching feeler guage or paper to 


indictate contact. 


N/A 
OSi(\ 
cm 
W1 


Wide/Ski Push ZERO button for Y on the digital readout 
Fig. 18 


Wide/Ski 
Raise tool above the level of the material and shift forward 


in Y plane to -0.250 
N/A 
m 


Wide/Ski Push ZERO button for Y on the digital readout 
Fig. 18 


Figure 16 


I 
• 


Figure 17 


= €î- 


I 'f- 
«F i 
r 


Figure 18 
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Caution: 


Apply cutting cil to material surface at location to be milied 


Wide/Ski Using 5/8" (0.625) end mill, mill into side of tube. 
Dwg. 94522 
(IfTr 


AN 
Using appropriate methods,remove the excess cutting fluid 


from the surface and inside of the tube. 
N/A 
PPfloKn 


Ail 
De-burr milied cuts using appropriate methods. 
N/A 
/A 


Wide/Ski Using a #30 bit, drill vent holes for spine as indicated in note 
#2 on drawing. 
Dwg. 94620 
Zjù::<a) msj 
ci 


Ail 
De-burr holes using appropriate methods 
N/A 
''ho é) in^hl( ri! 


Weiding Instructions 


AN 
Attach two 69823-02 lugs to ADT-104-002 spacing jig using 


3/8-24 boit. 
Fig. 19 
mmmcm 


Ail 
Install the lugs mounted in the mounting jig assembly into 


slots milied in the hoop. 
Dwg. 94522 


Figure 19 


Caution: 


Ensure the lugs are centered laterally in tube before weiding. 


Ail 
TIG weld both mounting lugs to hoop assembly around the 
AWSD17.1/ 
191^m 
entire mating surface between the two parts. 
D17.1M:2010 
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Final Completion 


Ai! 
Remove the ADT-104-002 jig fixture from the hoop 
assembly. 
N/A 


É 


Ail 
De-burr threaded holes in lug using a 3/8-24 tap. 
Standard Practice 


Ai! 


Ai! 


Inspect completed parts for quality of finish. 
Standard Practice 
Using a flash light and a 10 power magnafying glass, inspect 


ail weldments for quality and discoloration. 


AWSD17.1/ 


D17.1M;2010 


Ail 
Record the purchase order number and sériai number (if 


required) on the Parts Distribution Sheet. 
DIR 


AN 
Tag completed parts using an In-Process tag with the détails of the 
work performed. 
DIR 
'iChiflyiûyâ^'' 
Ail 
Place completed assemblies in stores for distribution. 
N/A 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 


Signature: 


Licence Number orSCÂ: 
Date: 
h" O 5( 
a/f:. 
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Aero Design Ltd. 


AMF 73-04 
9888 A Malaspina Rd. 


Powell River, BC 


Canada 


V8A 0G3 


Complété Fabrication Instructions 
V 


This sheet is designed to assist in the fabrication of Aero 


Design products in accordance with the company 


Manufacturing Policy Manual, the Canadien Aviation 


Régulations and other applicable technical 


documentation. 


The reference column of the following table is for reference uniess a 


spécifie instruction is called out. 
The initial columns serve one column per component fabricated on 


the applicable work order. 


Nomentclature: Bell 407 Lo\/\^ounted Wide Aft Hoop Work Order #: ^0!^ 'ùyC:? 
S 
Number of Units: 


Bending Instructions 


Model 
Requirement 
Reference 
Initial 


Wide/Ski Review LOEP to ensure most current technical spécifications 
DPM 
/vyu AK- M- 
Wide/Ski Cut 34" X 0.035 matériel to-544/î6^, square ends.5H^ 
Drawing 94522 < V- 
Al 
(¥ 
Pf- 
C9L 
Wide/Ski De-burr end cuts using appropriate methods 
N/A 
yv. /X 
ak M. 


Wide/Ski Remove writing on tubes using médium scotch bright and a 


light solvent. 
N/A 


Wide/Ski On the manual tubing bender ADT^Ol, set the upper stop 
Fig.l 
H- 
H. ML 


Wide/Ski On the manual tubing bender ADT-501, set the lower stop 


to 12mm 
Fig.2 
Mi M H- 
A 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 


upper stop. 
Fig.3 
Ml H. 


I .y 


Figure 1 
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am 


ms-'' :.. 
o'ivr-r; 


Figure 3 


Caution: 


Ensure the 1/2" tubing adapter remains tight against the toc! rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 


Be sure to puli draw bar in a médium speed consistant pressure to ensure smooth radius 


Note: 


Complété each step on the first part and inspect for conformance to the applicabie design data before continuing on to^ 


subséquent parts in the same batch 


Wide/Ski 
Pull draw bar ADT-501-002 until contact is made with the lower 


stop 
Fig. 4/5 
ijft 
/t 
H- ■ A 


Wide/Ski 
Remove material from the bending fixure. 
N/A 
M, 
AuL AL 
AL 


Wide/Ski 
With short end of tube pointing down, slide the long end of the 


tube into the 1" radius bender AD7-502 until the 4.5" radius 


contacts the bender. 


Fig. 6 
K 
H. 
M 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 
M 
M 
(A, 
Wide/Ski 
Remove material from the bending fixure. 
N/A 
M 


Wide/Ski 
Measure and mark 3.5" from the center of the 1" radius down the 
long end of the tube. 
Fig. 8 
/HL M 
M. 


Wide/Ski 


With short end of tube pointing up, slide the long end of the tube 


into the 1" radius bender ADT-502 until the mark on the tube is 
centered between the bolts on the fixture and the support block 
Fig. 9 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 30 degree 


mark on the table. 
Fig. 7 
/♦t- A A 
iksy 
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Figure 6 


Figure 7 


l" •«WJ 


Figure 8 


Figure 9 
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Wide/Ski On the manual tubing bender ADT-501, set the upper stop 


toia-15/32". • 
Fig.l 
4L 
A- 


Wide/Ski On the manual tubing bender ADT-501, set the lower stop 


to 12mm 
Fig.2 
'A- M. rte. 


Wide/Ski Slide stock tube through bending die ADT-501-003 up to 


upper stop. 
Fig. 3 
/UA 
AH M AL 


Caution: 


Ensure the 1/2" tubing adapter remains tight against the tool rest throughout the bending process 


Caution: 


Ensure the tube remains tight against the stop until bend is started 


Caution: 


Ensure the draw bar handie remains horizonal throughout the bending process 


Caution: 


Be sure to pull draw bar in a médium speed consistant pressure to ensure smooth radius 


Wide/Ski 
Pull draw bar until contact is made with the lower stop 
Fig. 4/5 
/ItL 
M Al 
Wide/Ski Remove material from the bending fixure. 
N/A 
X 
■ Ak 


Wide/Ski 
On the leg opposite the 30 degree joggle, place marks at 2.25" 


and 9.5" 
Fig. 10 
M 
M 
A 


Wide/Ski 
With hoop pointing up, slide the end of the tube into the 1" radius 
bender ADr-502 until the 9.5" mark is in line with the pivot point 


of the bender. 
Fig. 11 
iK 
K 
At 
AL 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 15 degree 


mark on the table. 
Fig. 12 
Ak. K 


Wide/Ski 
Remove material from the bending fixure. 
N/A 


Wide/Ski 
With the hoop pointing down, slide the end of the tube into the 1" 


radius bender 407-502 until the 2.25" mark is in line with the 
pivot boit on the bender. 
Fig. 13 
Al 
M 
ÀL 


Wide/Ski 
Pull draw bar until the edge of the fixture reaches the 15 degree 


mark on the table. 
Fig. 12 
yHL 
Ail 
/HL 
H, 


Figure 10 
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Figure 12 
Figure 13 


Milting Instructions 


Wide/Ski 
Install Steel jaws in the manual miiling machine vise. 
Fig. 14 


Wide/Ski 
Insert mounting leg of hoop in miiling machine vice with the 


end of leg pointing to the right. 
Fig. 15 
m 
m 


Figure 14 
Figure 15 


Caution: 


Support the hoop using a backup bar in order to minimize deflection while miiling. Fig. 15 


Wide/Ski 
Using 1/2" round bar, zéro in X plane by touching off on the 


end of the tube by pinching feeler guage or paper to 


indictate contact. 


Fig. 16 
mm m(m 


Wide/Ski Push ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski 
Raise tool above the level of the material and shift left in X 


plane to -0.250 
N/A 
I^KTl 
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Wide/Ski Rush ZERO button for X on the digital readout 
Fig. 17 


Wide/Ski Shift left to -2" on X plane and push ZERO button for X on 


digital readout 
N/A 


Wide/Ski Push ZERO button for X on the digital readout 
FIg. 17 


Wide/Ski 
Using 1/2" round bar, zéro in Y plane by touching off on the 


backside of the tube by pinching feeler guage or paper to 


indictate contact. 


N/A 
PWi m 
cm 


Wide/Ski Push ZERO button for Y on the digital readout 
Fig. 18 
'm 


Wide/Ski Raise tool above the level of the material and shift forward 


in Y plane to -0.250 
N/A 
{Jm 


Wide/Ski Push ZERO button for Y on the digital readout 
Fig. 18 


Figure 16 
Figure 17 


iifiiif 


Figure 18 
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Caution: 


Apply cuttîng oil to material surface at location to be milled 


Wide/Ski Using 5/8" (0.625) end mill, mill into side of tube. 
Dwg. 94522 
m flicri m 


Ail 
Using appropriate methods,remove the excess cutting fluid 


from the surface and inside of the tube. 
iM/A 
Wh. 
CEh E)£h 


Ail 
De-burr milled cuts using appropriate methods. 
N/A 


Wide/Ski Using a #30 bit, drill vent holes for spine as indicated in note 
#2 on drawing. 
Dwg. 94620 
Cju.> £ in- 


* 


Ail 
De-burr holes using appropriate methods 
N/A 
-/lO 
Wf (il 


Welding Instructions 


AN 
Attach two 69823-02 lugs to ADT-104-002 spacing jig using 


3/8-24 boit. 
Fig. 19 
m Wi cet m 


Ail 
Install the lugs mounted in the mounting jig assembly into 


slots milled in the hoop. 
Dwg. 94522 
0* 
ofhm 


Figure 19 


Caution: 


Ensure the lugs are centered laterally in tube before welding. 


prûffv|tKH 
Ali 
TIG weld both mounting lugs to hoop assembly around the 


entire mating surface between the two parts. 


AWSD17.1/ 


D17.1M:2010 
OKftCKf 


Approved Manufacturing Facility 73-04 
Form 20.B.01 


Page 7 


Rev. Original 07 Apr 2014 


Final Compietion 


Ail 
Remove the ADT-104-002 jig fixture from the hoop 
assembly. 
N/A 
OKMffiM 


i 
I 
OU 
m 


AN 
De-burr threaded holes in lug using a 3/8-24 tap. 
Standard Practice 


AN 
Inspect completed parts for quality of finish. 
Standard Practice 


AN 
Using a flash light and a 10 power magnafying glass, inspect 


ail weldments for quality and discoloration. 


AWSD17.1/ 


D17.1M:2010 


Ail 
Record the purchase order number and sériai number (if 
required) on the Parts Distribution Sheet. 
DIR 


AN 
Tag completed parts using an In-Process tag with the détails of the 


work performed. 
DIR 


AN 
Place completed assemblies in stores for distribution. 
N/A 


Post Fabrication Inspection 


Inspect components to ensure conformity to the applicable design data. 
a 
Signature; 


Licence Number or SCA: _ 
Date: 
^ m 
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CARGO BASKET HOOP FABRICATION - 
94521 


General 


These instructions apply to cargo basket forward attachment hoop 69821-01. Refer to the following drawings, 
at the current revision, for dimensions and détails: 


94520, Revision 0 - 
Basket Component - Hoop 
94521, Revision 0 - 
Forv\/ard Attachment Hoop 


Work Order: 
Complété 
! 
(initial or SCA #) 
Date Open: ^ 
Z^/ 


1. Forward Attachment Hoop - 
Préparation-94521-01 
jiL, 
^ 
f- 
\tC- 


a. Start with 94520-01 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of hoop (end of hoop). Shift X 
along hoop 2.0" and set X 0. 


c. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 


2. Forward Attachment Hoop-Welding-94521-01 
Olhtl 
a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
^ prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 


3. Forward Attachment Hoop-Finish-94521-01 
iK. 
^ 
— 
a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 


Page 1 of 1 
12 December 2013 


CARGO BASKET HOOP FABRICATION - 
94521 


General 


These instructions apply to cargo basket forward attachment hoop 69821-01. Refer to the following drawings, 
at the current revision, for dimensions and détails: 


94520, Revision 0 - 
Basket Component - Hoop 
94521, Revision 0- Forward Attachment Hoop 


Work Order: 
~ùo[o 


Date Open: 
H 


Complété 


(initial or SCA #) 


Forward Attachment Hoop - 
Préparation - 
94521-01 


a. Start with 94520-01 hoop as stock. 


1/^ 
rue 
M- 


2. 


b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of hoop (end of hoop). Shift X 
along hoop 2.0" and set X 0. 


c. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 


Forward Attachment Hoop-Welding-94521-01 
DiRn 
OlflM 
a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ali around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 


• 3. Forward Attachment Hoop - 
Finish - 
94521-01 
_ 
a. Run 3/8-24 tap through welded lugs. 
b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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Parts Distribution Sheet 


WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
NOhû 
"Tube 
///) X 1/^ 
nn N 
'01 
Mow/v-- i_ur>iS 
J 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 


MILL 05/8 
0.313 DEEP 
2 PLAŒS 11.00 
16.75 


4.0 RADIUS 


25.25 


I 
m 


DETAIL A 


SCALE 1 ; 1 
DETAIL B 


SCALE 1 : 1 


OIJFORWAW HOOP 


NOTES; 


1. REMOVE AU BURRS AND SHARP EDGES. 


2. DRILL 3/32" VENT MOLE IN BOTTOM CE HOOPS FOR VENTING WELD GASES. 


3. WELOING OF LUGS TO BE COMPLETEO BY GTAW METHOD TO AMS2685C. 
i ~ WELOING ROD'SHAa CONFORM TO ER70S-2 OR EQUIVALENT. 


69823-02 
LUG 


94.521-01 
FORWARD HOOP 


01 
PART NO. 
ITEM 
DESCRIPTION 


1018 MILD STEEL 
4130 STEEL COND. N 


MATERIAL 


AISI 1010/10^ 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROO 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


QTY 
UST OF MATERIALS 


APPROVALS 
DATE 


ORA*N: 
CLARKE 
13 SEPT 2011 


CHECKED: ^ guRQQIN 


UNLESS OTHERWISE SPEQFIED 
DIMENSIONS ARE IN INCHES. 
TaERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AEEO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290U 
2013 - 39TH AVENUE N.E., CALGARY. ALBERTA, CANADA, T2E 6R7 
Ut (403) 280-8037 
tac (403) 250-8333 
innr.««ro<t«»l8n.e« 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
FORWARD HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 
94521 
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Œr 


4.38 


MILL 05/8 ^ 
0.313 DEEP 
2 PLACES 11.00 


- 
3.63 
25.25 


4.0" RADIUS 


01) END HOOP 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF mO GASES 


3. WELDING OF LUGS TO BE COMPLETED BY GTAW METHOO TO AMS2685C. 
WELDING ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


REV. 
DESCRIPTION OF CHANGE 
INIHALS 
DATE 
0 


-LA 


DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 


2S 
01 


QTY 


69823-02 
94522-01 


PART NO. 


02 


ITEM 


LUG 
END HOOP 


DESCRIPTION 


1018 MILD STEEL 
4130 STEEL GOND. N 


MATERIAL 


AISI 1010/102Ô" 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROD 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


LIST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2011 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINGERS, TRANSPORT CANADA APPROVALS, DAR 29011 
2013 - 39TH AVENUE NE., CALGARY, ALBERTA, CANADA, T2E 8R7 
UL (403) 260-8087 
fu: (403) 350-8333 
««rodMttnOUtuapUiwtJMi 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
AFT HOOP 


SCALE 1 : 5 
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